NMPUHATbIE OBO3HAYEHUA

V — cKOpOCTh pe3aHus; M/MUH U M/C

S — nmomaua; So — MM/00; Sm — MM/MUH; Sz — MM/3y0

N — 4acToTa BPALIEHUs, MUH |

t — TyOuHa pe3aHus, MM

T — CTOWKOCTh HHCTPYMEHTA, MUH

P — cuna pezanus; Harpyska, H

P., P,, P, — cocraBistoniye cuibl pe3anusi, H

R — pesyapTupyromas neiictyromux cwi, H

N — cuna pe3anusi, IeACTBYIOIIAs 10 HOpMaJIM K IMoBepxHocTH, H
N» — MoOWHOCTh pe3aHus, KBt

BP crans — OwIicTpOopexyImas cTaib

TC — TBepbIii criiaB

BBTC — 6e3Bonb(hpaMOBEIil TBEpABIH CILIaB

PK — pexymas kepamuka

MHTII — mMHOTOrpaHHbIE HEllepeTaunBaeMble TBEPIOCIIIIABHBIE MJIACTUHBI
CTM — cBepxTtBepasie HHCTpyMeHTanbHBIE MaTepuanbl (CA u KHB)
CA — cuHTeTHYEeCKHH amMas

KHb — xyOnueckuiit HUTpUI 60pa

Ons60op, 6apazoH, KybaHUT, 6enp00p u mmp. — ToproBeie Mapku KHbB
COTC — cMa309HO-0XJIAXKIAIOTHE TEXHOJIOTHICCKHE CPEICTBA
COTX — cMa309HO-0XJTaKIAIOIINE TEXHOIOTHYECKUE KUIKOCTH
TC — tBepaas cmaska

TIT — TeXHOJIOTHYECKUI TIpoLIeCcC

CAIIP — cucreMa aBTOMaTH3HPOBAHHOTO ITPOCKTHPOBAHUS



I/IHCprMCHT — CpCACTBO JOCTHXXCHUSA LECJIU.

DHyurroneouyeckuii c106apb
Pycckoeo bubauocpaguyeckozo uncmumyma
«I'panamy. — 7-e uz0., don. — Mocksa, 1904

NMPEOUCIIOBUE

Ha npoTsbkeHnn THICSYM JIET HAYAIBHON MCTOPUU CTAHOBIICHHUS OOIIEeCTBa 4e-
noBek Oopoiics 3a Omonormueckoe BebkmBaHWe. lIpu 3ToM QopmupoBanack moBce-
JTHEBHAS XO35ICTBEHHAS EATEIbHOCTh, BEIPA0ATHIBANCH TPY/IOBBIE HABBIKA M U3TO-
TaBIMBAINCH TPOCTEHIINE OpYyAHsS TPyla — HWHCTPYMEHTHI. Bo3HuKamu Takke u
Havajia SMIUPUYECKOTO TTO3HAHMs. B MepBhIif HICTOPHUYECKUH TTepHO]] KAMEHHOTO Be-
Ka, MajeoduT (BIIOTh A0 XX TBIC. IO H. 3.), MIEPBOOBITHBIN YEIOBEK H3TOTABINBAI
WHCTPYMEHTHI (OpyIus Tpyia), pa3IUIHOTO poAa pyOnia u CKpeOKH U3 KaMHsI ITyTeEM
CKaJbIBaHUSA U OOWBAaHUA. DTH ke pyOmia, MPUKpETUIeHHbIE KOXAHBIMU PEMHSIMHA K
MaJKe, CTAaHOBHIIUCH yxke Tomopamu. B me3omute (XX—IV ThIC. 10 H. 3.) TOSABHINCH
JYK W CTPeNbl ¢ KAMEHHBIMA HAaKOHEYHUKAaMHU (MHCTPYMEHTHI JUIS BEJEHUS OXOTHI U
BoitH). Haumnast ¢ IV ThIC. 10 H. 3. (HEONHT) MEIHBIE, a 3aTeM OPOH30BBIC OPYIHS
Tpy/Ja HadalH BEITECHATH KaMEHHEIE.

s momydeHusi OpOH3BI YEIOBEK OCBOMI JTOOBIYY ITOJIE3HBIX HMCKOMAEMBIX U
co31all MeTauTypruto. bpoH3a craima OCHOBHBIM MaTepHajoM sl H3TOTOBIICHUS WH-
CTpyMEHTa U opyxusi. Bo3HukHoBeHne B IX—VII BB. 10 H. 3. METalNIypruu xemne3a, a
3aTeM CII0COOOB MOJYUYESHHS CTaIH MPUBETIO K OKOHYATETbHOMY BHITECHEHUIO KAMEH-
HBIX, MEIHBIX U OPOH30BBIX OpyAWi Tpyna u3 Obita. [Ipwm 3TOM MOSBUIHCH OpOCH-
TeJTbHBIE COOPYXEHHS, MOPCKHE CyJla, TPAHCIOPTHBIE CPEACTBA, CHOPMHUPOBAINCH
OCHOBHBIE BH/IBI pEMeECeT.

VYxe B CpeqHrie BeKa N3MEHEHUS B TEXHUKE TIPUBEIN K COBEPIICHCTBOBAHUIO
TEXHOJIOTHH TIPOU3BOJICTBA, a 3aT€M BbI3BAJIM M3MEHEHHS MPOW3BOJCTBEHHBIX OTHO-
meHnid. PemecneHHNKN OOBEIUHSIINCH B IEXH C pa3/ieIeHHeM Ha OTJENbHBIE MPO-
teccun.

[ToTpeOHOCTH TEXHUKH, MEXaHUKH M aCTPOHOMHUH MPUBENH K Pa3BUTHIO anred-
po1 (C. @eppo, k. Kapnano). B XVII B. JI. Henep u U. bropru oTkpsumn morapud-
MbI. OCHOBBI METO/1a KOOPAMHAT B TEOMETPHH ObLTH co3iaHbl P. JlexapTom, BOIpockl
HMCYNCIICHUS OECKOHEYHO MAajbIX BeNMWYMH pa3padareBanu I1. @epma, P. lekapr,
b. KaBansepH.

OngHuM W3 WTOTOB HAyYHOH PEBOJIONUH CTalo (OPMHUPOBaHWE B KOHIIE
XVIII B. TeopeTHYECKOM MEXaHUKH, CTABIIEH MO3JHEE TEOPETUUECKON OCHOBOM CO-
3/IaHUS MAIIMH U MEXaHU3MOB B TexXHUKe. OCHOBHBIE IPUHIIUTIBI MEXaHUKH — TIOHS-
THUE pa6OTBI, KMHEMaTuKa, ITWHaAaMHUKa CUCTEMblI MaTCpHUAJIBHBIX TOYCK, 3aKOH COXpa-
HEHUS W TIPEBpAIlCHHs] dHEPTHU W 1ap. — Obumm paspadoransl K. JI. Jlarpamkewm,
K.T. SIxko6u, I'. I'. Kopuomucom u ap. OxHoBpemenHo Bo Dpanumm chopMupoBa-
JIOCh HampaBleHHe — TNPUKIAAHAas MeXaHWKa. B Hee BHeciaw OONBIION BKIa
I'. Momx, C. Kapno u np., mo3gaee P. Bummuc u I1. JI. UeOprmes.



TepmoauHaMuKa BO3HUKIIA U3 TEOPETUYECKOTO OCMBICIICHHSI TEIUIOBBIX SIBJIE-
Huit (K. @ypee, C. Kapao u b. Knaneiipon). B 1840-x rr. 3a0siTast uges M. B. Jlo-
MOHOCOBA O CBS3U TEILIOTHI C JBUKEHUEM YACTUL[ BEIIECTBA [IOIYYUIa MaTeMaTuye-
CKy10 ()OPMYJIMPOBKY B BHJE 3aKOHA COXpaHEHHs W mpeBpamieHus suepruu (P. Maii-
ep, Jx. JI>xoyins).

BypHoe pasButHe (yHIAaMEHTAILHOW HAyKH MPHUBEIO K CO3/IaHUIO CHCTEMBI
TEXHUYECKUX HAYK U Pa3BUTUIO TEXHUKHU BO BTOpou nonosuHe XIX — XX BB. IIpu
9TOM 00J1aCTH 3HaHMA, KOTOPBIMH 3aHUMaeTcsl (pyHIaMeHTanbHasi HayKa, Cy3HINCh U
YaCTHYHO MEPENUIN K TEXHUUECKOMY 3HAaHHUIO.

TexHuKa MPoOM3BOACTBA MAIlIKH. MaIIIHHOCTpoeHHe

Bo Bropoii nonosune XVIII B. MammHOCTpOoeHKE cTallo (POPMHUPOBATECS B Ca-
MOCTOSITEJIBHYIO OTpacib HHAYCTPHUH.

Lenpio MalmmMHOCTPOCHHUS ABIISIETCS CO3/IaHUE HOBOW TEXHUKH JAJISI BCEX OTpac-
JIell HapOoJHOTO X03scTBa. MalIMHOCTPOUTENBHOE NTPOU3BOJICTBO ONPEAEIAET B 1ie-
JIOM ypOBEHb Pa3BUTHS TEXHUKH U OJHOBPEMEHHO SIBISIETCA PE3YJIBTATOM €€ pa3BU-
THSL.

B xone npombinuienHo# peomonnu B koHue X VIII B. Bo3HUKIIa MOTpeOHOCTH
B W3TOTOBJICHUU OOJBIIOIO KOJIMYECTBA TOUYHBIX M OJHOTHIIHBIX AeTaneil. OTo sBU-
JIOCh TNPUYMHON TOSBJICHUS pabo4yMX MalMH (CTAaHKOB) B MAIIMHOCTPOCHHUH
(A. K. Haptos, I'. Moncnu u np. [35, 36]). [locTossHHO 1IIO yCOBEPILICHCTBOBAHUE
ctankoB. OHM cTanu padoTaTh HENPEPHIBHO W MOTJM M3TOTABIMBATH OAMHAKOBO
TOYHO NETaJH pa3auyHON BenumuyuHbl. CTana pa3BUBATHCS HAayKa O Pe3aHUU MeTall-
noB. OgHUM W3 TEpBBIX HcchenoBareneid 0pi1 mpodeccop U. A. Tume. OH co3man
HauOoJiee MONHbBIE U OOIIMPHBIE TPYAbI IO TEOPHH PE3aHMs, KOTOPbIE ObUIN OIMyOIIH-
koBaHel B 1870 1. U. A. Tume man TeopeTudeckoe 00OCHOBaHHE MPOIecca CTPYIKKO-
00pa3oBaHMs, KIACCU(PUUUPOBAI THIIBI CTPYXKEK HA 3JIEMEHTHYIO, CyCTaBYaTylo,
CIIMBHYIO M C HaJUyloMaMHy. JTa Kiaccu(uKanus cymecTByeT u ceronns. OH aaji Tak-
K€ OMUCAHUE SIBICHUS YCAAKH CTPY’KKH, BbIBEN (DOPMYJILy CHIIBI pe3aHHs, BBEJ HOHS-
THE YIJIa CKAJIBIBAHUS CTPYKKU U ONPENENNi €ro 3aBUCHMOCTh OT IEPEJHEro yria
pexyllel yacTu uHCTpyMeHTa [16, 28, 35].

JanbHelilnee pa3BUTHE TEOPHs pe3aHus M (U3NUYECKHUE MPOLIECCHI, MPOUCXO-
JSIIMe TIPU CTPY’KKOOOpa30BaHMU, MOJIyYMIIN B Tpydax pycckux yueHslx K. A. 3Bo-
peikuna, . JI. I'aBpunenko, S.I. YcaueBa, II. A. AdanackeBa, A. B.Il'amonnna
u ap. [19, 23, 25, 28, 35, 43, 48].

B 3TOT mepuoz 3HAYMTENBHO YBENIWYMIICS aCCOPTHMEHT HUCIOJIb3YEMBIX B Ma-
MIMHOCTPOCHUU MaTEepHaIoB — OT JIETKUX CIUIABOB 0 CIIEHUAIBHBIX KAPOCTOUKUX U
JKapOTIPOYHBIX CTAJCH U CIUIABOB C BEICOKUMH MEXaHUUYECKUMH CBOMCTBAMH.

CoBepI11eHCTBOBAaHHE CTAHKOB U ITOSIBIICHUE OOJIBIIONO KOJIMUYECTBA PA3IMUHBIX
MaTepHaJIOB Ul U3TOTOBJIEHHUS JeTalell MallliH COIPOBOXKIAIOCH pa3paboTKaMH HO-
BBIX MHCTPYMEHTAJIbHBIX MAaTEPHAJIOB U KOHCTPYKLHMH PEXYIIEro HHCTPYMEHTA.

Pexymue MHCTpYMEHTHI pabOTAaIOT B yCJIOBHAX OOJBIIMX CHIIOBBIX HArpys3okx,
BBICOKHMX TEMIIEpaTyp W TPEHHS, B CBS3H C 3TUM 3(PPEKTUBHOCTH PabOTHI MHCTPY-
MEHTOB 3aBHCHT OT OCOOBIX (PM3MKO-MEXaHMYECKHX CBONCTB HMHCTPYMEHTAJIbHBIX
MaTEepHaJOB U ONPEACICHHBIX TPeOOBaHMH, CBA3aHHBIX C YCIOBHSMHU IIPOTEKAHUS



mpolecca pe3aHus, TEXHOJIOTHYECKUMU OCOOEHHOCTSAMH BHIa 00pabOTKH, CBOWMCTBA-
MU ¥ COCTOSIHUEM 00pabaThiBaeMOT0 MaTepHala.

HeoOxomumMo OTMETHTBH, YTO JItOOOW, CaMbli COBEPIICHHBIH CTaHOK, B TOM
qucie u 3-, 4- u 5-xoopaunatHeie cranku ¢ UITY, 0e3 kaueCTBEHHOTO MHCTPYMEHTA
MPENICTABISIFOT CO00M «Maccy MeTramiay. [Ipon3BOIUTENEHOCT, TOYHOCTh M Kade-
CTBO 00pabOTKH 3aBUCAT KaK OT TOYHOCTH OOOpPYZOBaHHUs, TaK U OT PabOTOCIOCO0-
HOCTH PEXKYIIEr0 MHCTPYMEHTA.

PaboTocnocoOHOCTh PEXyYIIEro WHCTPYMEHTA 3aBUCHUT OT MaTepuaya ero pe-
JKYIIeH 4acTH, ee reOMETPUM U PEeKUMOB pe3aHusi. CeroHs B Ka4eCTBE MaTepUaioB
IUISL peXyIIed YacTH HMHCTPYMEHTA MPUMEHSIOTCS Pa3IWYHble WHCTPYMEHTAJIbHBIC
ctanu (YrJIEpOJUCTHIE, JETUPOBAHHEIC, OBICTPOPEIKYIIUE), TBEPIbIC CIUIABBI, MHHE-
paJyiokepaMuKa, CBEpXTBEp/Ible MaTepraibl (aiMa3 U KyOU4eCKHii HUTPHUI Oopa) u Jp.
Hauunas ¢ xonma XX B. Bce IIMPE UCTIONIB3YETCS HAHECEHUE PA3IUUHBIX MOKPBITHI
Ha PEXKYIIyI0 MOBEPXHOCTh UHCTPYMEHTA C IIENIbIO TMOBBIIICHUS! €T0 TBEPAOCTH U pa-
00TOCIIOCOOHOCTH B IICIIOM.

OrpomHbIf BKJIQJ B pa3BUTHE HAYKH U MPAKTHKU Pa3pabOTKU KOHCTPYKIUH
PEXKYIIET0O MHCTPYMEHTA, €T0 COBEPIICHCTBOBAHHWE W TOBBINICHUE 3(PPEKTUBHOCTH
JKCIUTyaTalli BHECIM OTEYECTBEHHBbIE YueHble, mnpodeccopa B. A. ApmuHOB,
B. I1. Acraxos, U. M. becripo3Bansnsiii, B. ®. boopos, C. A. Bacun, A. C. Bepemia-
ka, I'. W. I'panosckuii, B. A. I'peunmnaukos, C. H. I'puropses, A. E. [lpeBais,
. I'. EmenbsnoB, A. ®@. Epodees, C. 0. Umoxun, I'. H. Kupcanos, H. B. Konecos,
. H. Jlapun, C. W. Jlamues, A. P. Macnos, B. M. Martomun, C. H. Measeauikos,
. C. Ilerpyxun, B. H. Ilogypaes, B.b. IIpotacses, II. P.Poaun, C.C. Cunun,
. K. Crapxos, H. B. Tananros, B. I1. Tabakos, O. B. TapatsiHoB, A. C. Tapananos,
. II. Tpetrpsakor, M. B. Ymakos, I'. P. ®pe3epos, B. I'. [llanamos, H. A. IlleBueHnko

[lepBolil crienuanM3MpOBaHHBIA MHCTPYMEHTANBHBINA 3aBoa B Poccun Obu1 OC-
HOBaH B 1916 1. B 1. Mmacc Yensounckoir obmactu. Jlo 1990 r. B CCCP 65nu10
58 cnenuanu3upoBaHHBIX MHCTPYMEHTaNbHBIX 3aBoioB. [locne pacmaga CCCP B
Poccun ocranock Toipko 28 3aBos1oB. CerofHs MOJOXKEHHUE YCyryOuseTcsi TeM, 4To
MHOTHE CHEIHMAIN3UPOBAHHBIE NPEANPHUITUS M0 U3TOTOBICHHUIO PEXYILEro U MEpH-
TEJIBHOIO MHCTpyMeHTa B Poccuu, Takke Kak M CTaHKOCTPOMTEIbHBIE, B XOJE pe-
(opMHPOBaHUS TOCYIAPCTBEHHOT'O MOJIMTHYECKOTO CTPOS MPEKPATUIM CBOE CYIIe-
CTBOBaHHUE.

B Hacrosimiee Bpemst Ha peIHKE ITpeo01agacT B OCHOBHOM HMIIOPTHBIH UHCTPY-
MEHT, KOTOPBIH HE BCETJa COOTBETCTBYET Ka4eCTBY M PabOTOCHOCOOHOCTH, 3asIBJICH-
Ho#i B pekname. K aTtomy cnengyer no0aBuTh, 4TO, KaK MPaBUIIO, HMIIOPTHBIN HHCTPY-
MEHT XOPOLIEro KauecTBa 3HAUYUTENBHO JIOpOXKe oTedecTBeHHOro. Kpome toro, MHo-
rue 3apyOexHble (PUPMBI TOCTABISIOT PEKYLUIMH MHCTPYMEHT C y>K€ HaHECEHHBIMU
W3HOCOCTOMKMMHU HOKPBITHAMHU (Kak mpasuiio, HUTpuI Tutana TiN), uTto eme Oomee
(uHOrHA O OBYX pa3) yBEIMYUBAET €ro CTOMMOCTb. IIpy 3TOM Takoe HMOKpHITHE HE
BCerja JaeT KpaTHBI MPUPOCT Mepuoja CTOMKOCTH MHCTPYMEHTa NpHu oOpaboTke
KOHKPETHOH 3aroTOBKM Ha KOHKPETHOW omepauuu. Takum oOpazom, IieHa HHCTPY-
MEHTa HEpEeIKO HE OKyIIaeTcsl.



K ocHoBHBIM 3apy0OeXHBIM (UpMaM, KOTOpPbIEC MOCTABIISIIOT PEXYLINNA UHCTPY-
MEHT Ha pbIHOK Poccuu, MoxHO oTHecTH (B andasutHoM mopsaake): Hitachi, Hertel,
Iskar, Kennametal, Karloy, Kyocera, Mitsubishi, NTK, Sandvik (B Tom wumcie
Sandvik — MKTC), Seko, Sumitomi, Toshiba, Valentine, Walter, Widia. IIpu 3Tom
Ha ¢upMy Sandvic mpuxoAMTCS OKOJO 25% MOCTaBOK MMIOPTHOTO PEXYILEro WH-
CTpyMEHTA.

3a mocneanue 10 neT 3HAYMTENHHO YBETHMUYWINCH MMOCTABKU Pa3IMYHOTO pe-
xKymero uHcTpymeHTa u3 KHP — no 50%. DTo OBICTpOpEeXyLIMi HHCTPYMEHT,
TBEPIOCIUIABHOM, M3 KEPaMHMKH, a TaKkkKe Ha OCHOBE CBEPXTBEPABIX MaTepHAasOB
(CTM) — anmas3 u 31600p.

B coBpeMeHHOM MaIIMHOCTPOEHWH OCHOBHBIM TEXHOJOTHYECKHM IPOLIECCOM,
o0ecreyrBaOIMM U3rOTOBJICHUE JeTaneld 3aJaHHOi ToyHOCcTH ((hopma, pazMepsl,
B3aMMHOE PACIOJIOKEHUE TOBEPXHOCTEH) M COCTOSIHHE (KaueCTBO) MOBEPXHOCTHOTO
ciosi, aBnsieTcs 00pabOTKa pe3aHUeM CO CHATHEM CTPYXKKH, T. €. MeXaHHUdecKas 00-
pabotka, BKiItoHaromas B cedst 00paboTKy JIe3BUHHBIM U aOpa3uBHBIM HHCTPYMEHTA-
MHU. HecMoTpst Ha coBepIIEHCTBOBAaHME TEXHOJIOTUI M METOJIOB MOJIyYEHHs 3aroTo-
BOK, UX yJACLICBJICHHE, YMCHBIICHNE BEJIMYMHBI MPUMYCKOB IO CIEAYIOUIYI0 MeXa-
HUYECKYI0 00pabOTKy, pa3BHTHE AIEKTPOXUMHYECKUX, JIEKTPO(YU3NUECKUX U IpY-
rux MeToJoB 00padoTku [3, 30, 75, 78], OTHOCUTENBHBIN 00beM MEXaHWYEeCKOW 00-
pabOoTKH 3a OCIEIHNUE TOIbl YMEHBIINIICS HE3HAUUTEIBHO.

Usrorosnenue neraneil pe3aHueM — OIUH M3 CaMBIX CTapbIX TEXHOJIOTHYE-
CKHUX TPOLIECCOB, KOTOPBII NPUMEHSETCS ISl OKOHYATEIbHOW 00paboTKH 3ar0TOBOK,
MOJTy4aeMBbIX JIUTHEM, KOBKOH, IITAMIOBKOH, IIOPOIIKOBOW METaJUTyprueH, C HCIOIIb-
30BaHMEM aJJUTUBHBIX TEXHOJIOTHH U TIp.

Bospimioe MHOrooOpasue oOpadaThIBa€MbIX MaTepHalOB U BUIOB 3arOTOBOK,
METOAOB MX MEXaHHMYECKOW 00pabOTKH, MHCTPYMEHTAJIBHBIX MAaTepUalOB M KOH-
CTPYKUMH PEXKYLUIMX MHCTPYMEHTOB, MX I'€OMETPHYECKHX NapaMeTpoB, NMpPUMEHse-
Mbeix COTC, mmpokue auamna3oHbl U3MEHEHHUS! PEXHMOB PE3aHUS 00YCIaBIMBAIOT
HEOrpaHMYEHHOE KOJIMYECTBO BApHAHTOB 00Pa0OTKH.

B nanHoM yueOHUKe MpHUBEIEHBI KOHCTPYKIMH U T€OMETPUUECKUE apaMeTphl
OCHOBHBIX THIIOB JIE3BUHHOI'O U a0pa3nBHOIO PEXYIIUX MHCTPYMEHTOB. [laHbl peko-
MEHJIALMH 110 BEIOOPY PEXXUMOB 00pabOTKH C 1eNbI0 3((GEKTUBHOTO UCIIOIb30BAHUS
PEXYILETr0 HHCTPYMEHTA.

ABTOpBI OCTAPATIHNCh B OTHOCUTENBHO KpaTKoW Gopme 0600IMTh TeopeTrnde-
CKHE OCHOBBI I10 PacieTy M MPOCKTHPOBAHHUIO PEXYIIEr0 HHCTPYMEHTA U OMBIT IPO-
MBILUICHHOCTH, U3JIOKECHHBIE B TPYyJaX, NEPEUYHUCICHHBIX BBILIC, YUCHBIX U NPAKTHU-
KOB, a TAK)KE Pe3yJIbTaTbl COOCTBEHHBIX pabOT B 3TOM HAIPaBJICHUH.

ABTOPBI BRIPAXXAIOT HCKPEHHIOKO OarogapHocTh mpodeccopy B. . MakapoBy
u pouenty B. I'. JOpbeBy 3a neHHBIE 3aMeyaHus U IOMOILIb B paboTe HaZ PYKOIMHUCHIO
JMaHHOTO y4deOHHMKa, a Takke mpodeccopam B. B. MakcapoBy u M. T. Kopotkux,
B3SIBILMX Ha ce€0s1 TPyA MO PELEH3UPOBAHUIO yUeOHUKA U CIENaBIINX eI psij 3a-
MEYaHUN U NPEIJIOKEHUH, KOTOphle OBbUIM YUYTEHBI MIPU JOPAOOTKE PYKOMHUCH y4eo-
HUKA.



MhaBa 1
COBPEMEHHbIE MHCTPYMEHTAIJIIbHBIE
MATEPWUAIDbI

1.1. TpeboBaHus, npeabABNAeMble
K MHCTPYMEHTanbHbIM MaTepuanam

OO6muit mporpecc B MalIMHOCTPOCHUU M METAII000pabOTKe TECHO CBSI3aH C
Pa3BUTHEM KOHCTPYKIMH PEKYILEro MHCTPYMEHTA M COBEPIICHCTBOBAHUEM HHCTPY-
MEHTAJIBHOTO MaTepHaa.

WHCcTpyMEHTANTBHBIMH PEXYLIMMH HA3BIBAIOTCS MaTepHalIbl, U3 KOTOPBIX MU3r0-
TaBIMBaeTCs paboyas yacTh PEXXyIIUX HHCTPYMEHTOB. CBOICTBa HHCTPYMEHTAJIBHO-
ro MaTepHaja CyIECTBEHHO CKa3bIBAIOTCS Ha MPOILIECCE CTPYKKOOOpa30BaHUs U OKa-
3BIBAIOT pEIIAONIee BIUSHUE HA PEXYIIHE CBOMCTBA MHCTPYMEHTA M JOCTHKMMBIN
YPOBEHBb CKOPOCTEN pe3aHusl.

OddexTuBHOE pe3aHre OJHOTO MaTepHuaia IPYrMM BO3MOXHO TMpPH yIOBIIE-
TBOPEHHH CIICAYIOUIUX TPeOOBaHUIA.

1. MHCTpyMEHTaNbHBIN MaTepHai JOJDKeH 00JIafaTh MPOYHOCTHIO, JOCTaTou-
HOH U1 TOTO0, YTOOBI PEKYLIUH MHCTPYMEHT IIPOTUBOCTOSUI 0€3 XPYNKOIo pas3pylie-
HUS («CKOJIay) Harpy3kaM, BO3HHMKAIOIIUM U JEHCTBYIOIIMM Ha HETO IPU PE3aHUU
obOpabaTsiBaeMOr0 MaTepuaia.

2. Obnangast JOCTaTOUYHOW CIIOCOOHOCTBIO MPOTUBOCTOATH XPYIKOMY pa3pyLie-
HUIO, HHCTPYMEHTAJIbHBII MaTepuall JA0JDKEH, B TO K€ BpeMs, obecreunBaTh JOCTa-
TOYHYIO (POPMOYCTOHYMBOCTh PEXYIIEH 4acTH MHCTPYMEHTA, T. €. CIIOCOOHOCTh HE
MEHSITh TI0J] IeiCTBHEM BO3HUKAIOUIMX MPH PE3aHUU HArpy30K CKOJIBKO-HHOYIb CY-
niecTBeHHO GopMy, IpUAaHHYI0 el 3aroukoil. [locnenHee npeamnonaraeT Hanu4ue y
MHCTPYMEHTAJIIBHOI'O MaTepHalla JOCTaTOYHOU BSA3KOU POYHOCTH.

3. Ilpu mocTtaTodHO# XpyMKOM M BA3KOM MPOYHOCTH WHCTPYMEHTAJIBHBINA pe-
KYIMAA MaTepuan JODKEH 00JIalaTh TakKe BBICOKONH HW3HOCOYCTOWYMBOCTBIO, T. €.
CIOCOOHOCTBIO NPOTHUBOCTOATH YAAJICHHUIO € pabodell MOBEPXHOCTH HWHCTPYMEHTa
MEJKUX YaCTHUI[ OTXOMAIEH CTPYKKOH u 00pabaThiBaeMOW MOBEPXHOCTHIO JETAIIH.
HHCcTpyMEHTaIbHBIM MaTeprall yJOBIETBOPSAET YKa3aHHBIM TPEOOBaHUSAM, €CIH EMY
NPUCYIIH: BBICOKAs TBEPAOCTh, 3HAUMUTENILHO MPEBBIIAIONIAs TBEPIOCTh 00padaThl-
BaEMOr0 Marepuaia, CIIOCOOHOCTb JIMTENBHO COXPaHITh TBEPAOCTHb IPH Harpese,
T. €. TeIUIOCTOMKOCTh M JOCTaTOYHAsl IPOYHOCTh Ha CkaTue, u3rub u cpes. BaxkHoii
ABIISIETCS TAaK)Ke CHOCOOHOCTh HE pa3pyliaThCs MOA ACHCTBHEM TaK Ha3bIBaEMbBIX
TCIUIOBBIX yAapoOB, T. €. MHOI'OKPATHO IMOBTOPAIONIUXCA PE3KHUX N3MEHEHU TEMIICPaA-
Typbl. OTHOBPEMEHHO HEOOXOUMO YUUTHIBATh TEXHOJIOTHUECKHNE CBONCTBA MaTEPU-
ana, T. €. CBOHCTBA, KOTOPhIE OKA3bIBAIOT BIMSHUE HA €r0 CIIOCOOHOCTH MTOABEPTaThCs
00paboTKe Ha PA3IUYHBIX ONEPALUSIX TEXHOJOTHYECKOTO IPOLEecca HW3TOTOBICHUS
PEXKYIIUX NHCTPYMEHTOB.

1 MHCTpYMEHTAIIBHBIX MaTEpUAJIOB MOHATHE IPOU3BOAUTEIBHOCTH CIEAYET
muddepenurpoats. [Ipy onTHMU3aMKM CBOMCTB MHCTPYMEHTAJIBHBIX MaTEpHAIOB



cleflyeT NMPUHMMAaThb BO BHUMAaHUE HE TOJBKO PEXYILYIO CIIOCOOHOCTh, HO M pac-
CMaTpuBaTh B KOMIUJIEKCE PsA KPUTEPUEB, OKa3bIBAIOIIMX BIMSHUE HAa MPOHU3BOJ-
CTBEHHBIN Tpolecc. B kauecTBe OCHOBHBIX YKa3bIBAIOTCS CIEAYIOUIME: HHU3Kas WH-
TEHCHBHOCTh M3HOCA, BBICOKAsi CTOMKOCTH MPH OJHOBPEMEHHOM OOECIICYCHUH Kaue-
CTBa, CTAa0MJIBHOCTh M3HOCA (HU3KAas Bapualus CTOHKOCTH).

Hcnonp3oBaHue 3ar0TOBOK C MMHUMAJIBHBIMH NIPUITYCKaMU M HEOOXOIUMOCTh
00pabOTKH 3aKalleHHBIX MaTEPUAIOB BBIABUTAET HOBBIC 3a/1a4M, CBsI3aHHBIC ¢ 00ecC-
MeYeHHEeM TpeOyeMOoil TOYHOCTH pa3MEpPOB W TE€OMETPHUECKON (GOopMBI M3menui, a
TaK)Ke MOBBIIICHUEM KadecTBa UX MOBEPXHOCTH. J{J1s BBIIOJHEHMs MTOJOOHBIX Olle-
pauuii MHCTpYMEHTalbHble MaTepHajbl JOJDKHBI 00ECHeunBaTh BBICOKYIO IMPOY-
HOCTH PEXyIleld KPOMKH M OCHOBBI, H3HOCOCTOMKOCTh W HU3KYIO BapHalHIO CTOM-
KOCTH.

KauecTBO U 3 QeKTHBHOCTH HCIIOIB30BAHUS METAJUIOPEKYILETO HHCTPYMEHTA
3aBUCST OT CIEAYIONINX OCHOBHBIX (DAKTOPOB:

e BpIOOpa ONTHMANBHBIX KOHCTPYKLUHMI M T€OMETPUYECKUX MapaMeTpoB €ro pe-

JKyIIEeH 4yacTu;

e IIPaBIWJIBHOTO BbIOOpa MaTepuala pexylleil 4acTu MHCTPYMEHTAa,

® TPUMEHEHUS PAllMOHAJILHON TEXHOJIOTHM €r0 M3TOTOBJIEHHUS, B OCOOEHHOCTH
TEXHOJIOTHH (PMHUIIHBIX (3aTOYHBIX) OTIEpaInii;

® PUMEHEHUS Pa3IUYHBIX METOJOB YHPOUYHEHHH M MOKPHITUH, MOBBILAIOMINX
paboToCIoCOOHOCTD PeXyLIel YaCTH HHCTPYMEHTA;

® Ha3HAYCHHS PALMOHAIBHBIX PEKUMOB €T0 SKCIUTyaTaluH;

® KOHTPOJIS COCTOSHUS PEKYIIEH 4acTH MHCTPYMEHTa B MPOIECCe ero dKCILTya-

TaIHH.

Pexyuine WHCTpYMEHTHI pabOTaIOT B YCIOBHSX BO3JICHCTBHS CIOXKHOTO KOM-
wiekca (pakTopoB, HANIpUMEP BBICOKMX KOHTAKTHBIX HAIPSIKEHUH W TeMIeparyp, a
TaKXXe B YCJIOBMAX AKTHBHOI'O INPOTEKaHMS (PU3MKO-XMMHUYECKHX mpoueccoB. Kon-
TaKTHBIC HANPSDKEHHS, ACHCTBYIOLIME HA MEPENHIO M 3aJHIOI0 MOBEPXHOCTH WH-
CTpyMEHTa npu 00paboTKe pa3IMUHBIX MaTepHalioB, MOTYT Kojiebarbes oT 700 mo
4000 MIla. OnHOBpEMEHHO B 30HE pPE3aHMs U HA TPAHHUIIAX KOHTAKTa CUCTEMBI «HH-
CTpYMEHT — 00pabaTbiBaeMblii Marepuad» BOHUKAIOT TEMIEpaTyphl, 3HAUCHUS KO-
topeix m3Menstorest oT 200 go 1400°C. [Ipm 3TOM KOHTAaKTHBIE IUIOIIAAKH WHCTPY-
MEHTa MHTCHCHUBHO M3HAIIMBAIOTCA B yCJIOBHUIX aOpa3WBHOIO, aAre€3MOHHO-YCTaJIOCT-
HOT'0, KOPPO3UOHHO-OKUCIUTENBFHOTO U AU((y3HOHHOTO IpoleccoB. B atux ycnosu-
X WHCTPYMEHTAJbHBIM MaTepuaji IOJDKEH Takke 00J1aaTh JOCTAaTOYHBIM 3aI1acoM
MPOYHOCTH MPH CKATHH U M3THOE, MPHUIIOKEHUHU YAapPHBIX UMITYJIBCOB M 3HAKOIEpe-
MEHHBIX HANPSKEHUN.

[epeuncienHble CBOICTBA MHCTPYMEHTAIBHBIX MATEPHAJIOB YACTO SIBIISIOTCS
B3anMOUCKI0YaromuMu. [loaTomy co3manne HHCTPYMEHTAIHOTO MaTepraia, oba-
JTAIOILEro UIeaJbHBIM KOMIUIEKCOM YKa3aHHBIX CBOICTB B 00beME OIHOPOJHOIO Te-
Jla, B HACTOsIIEe BpeMs II0Ka He IIPEICTABISIETCS. BO3MOXKHBIM.

Hctopus pa3Butus MeTamnoo0paboTKK IOKa3bIBAET, KAKOE PE3KOE IOBBIILICHHUE
MPOU3BOIUTEIBHOCTH TPYAa ObUIO TOCTUTHYTO IPH IEPeXoie OT HHCTPYMEHTAIBHOM



YIIAEPOJUCTON M JIETMPOBAaHHONW MHCTPYMEHTAJIBHON K OBICTpOpEXYyIled CTalu WiH
OT OBICTPOPEKYLIEH CTAaJIH K TBEPBIM CIIJIaBaM.

B uHCTpyMEHTaNbHOM IPOU3BOACTBE NMPUMEHSIOT CIEAYIONINE OCHOBHBIE Ma-

TepHablL:

1) uHCTpyMEHTaIbHBIE CTAJIH:

osictpopexymmue (I'OCT 19265-73);

neruposannsie (I'OCT 5950-2000);

yriepoaucteie (I'OCT 1435-99);

JHCTIEPCUOHHO-TBEP/CIONINE CILIABI;

2) tBepable crieueHHble craBel (TOCT 3882-74);

3) MuHEpaJoKepaMuKa (KepMEThI);

4) anma3ssl (IPUPOHBIC U UCKYCCTBEHHBIE);

5) cBepxTBepabie cuHTeTn4eckrne Marepuansl (CTM) — KOMIO3HTHI.
Ha Bb100p MaTepuana BAMSIOT THII HHCTPYMEHTA, €T0 Ha3HaYeHUE, PasMephl U
yCIIOBHA Pa0OTHI, a TAKKe TEXHOJIOTHs U3TOTOBJICHUS! HHCTPYMEHTA.

OCHOBHBIE CBOMCTBA OTEUYECTBEHHBIX HHCTPYMEHTAIBHBIX MAaTEPHAIIOB NPUBE-
nensl B Tabnuue 1.1. B HacTosmee BpeMsi B MUPOBOH MPAKTUKE HET OOLIETIPUHATON
pacu@pOBKH HHCTPYMEHTAJBHBIX MaTepHajioB, YTO 3aTPyIHSET MOUCK COOTBET-
CTBYIOIIMX aHAJIOTOB MaTEepPHAJIOB Y HAC B CTpaHe u 3a pybOexom [7, 12, 19, 25, 28,
40, 57, 65, 67, 72, 78].

1.2. YrnepoaucTble cTtanu

Homenkmatypa WHCTpyMEHTaIBHBIX MaTepHAIOB pasHooOpa3Ha. PaHbmie npy-
TUX MaTEpHaJIOB /ISl N3TOTOBJICHUS PEXYIINX WHCTPYMEHTOB HAYalld IPUMEHSTH yT-
JIEPOANCThIE HHCTPYMEHTANIbHBIE cTainu Mapok Y7, Y7A-Y13, V13A. Ilomumo xe-
ne3a u yraepoxa, 3t ctanu cogepxar 0,2—0,4% mapranna. HCTpyMeHTHI U3 yriie-
POMMCTHIX cTajneit o0iamaroT nocrtatounoit TBepaocteio HRC 62-64, HO TermocToi-
KOCTh WX HEBEJHKA, TaK KaK NMPHU CPaBHUTEIHHO HEBBICOKMX Temmeparypax (200-
250°C) ux TBEpIOCTh PE3KO YMEHBIIACTCH.

Cranu mapok Y7, Y7A, V8, Y8I'A, V9, YOA cnyxar nnsi U3rOTOBICHUS 3Y-
OMJI, HOXHUIT U TIVUJT JUTSL PE3KH METAIJIOB | JIepeBa, Pe3IoB /I 00pabOTKU MM U ee
CILIaBOB.

Cramn mapok Y8A u Y10A mpuMmeHsAOTCA Ui NPOU3BOJCTBA ITyaHCOHOB,
MAaTpHIl, HOXKHUI] U APYTUX JIETAJICH IITaMITOB.

N3 cramu mapok Y10A, V11, V11A, V12 u V12A BRNOJHSIOT CBEpJIa MAJIOTr0
JIMaMeTpa, METUYUKH, Pa3BEPTKH, IUIAIIKH, Ppe3bl MAIOTr0 JUaMeTpa, MBI 0 METall-
JIy, HO’)KOBOYHBIE TIOJIOTHA, 3yOunIta /Ui HACEYKH HAITMIHLHUKOB.

U3 cramm mapok Y13 u Y13 A u3roraBinBaoT HHCTPYMEHTBI 0CO00 BBICOKOH
TBEPJOCTH: peE3Ibl, 3yOmJia JUIsi HACCYKH HANMIBHHUKOB, MIAa0Ephl, HAIMIBHUKU
UT. I

YTIIepoauCThIe CTaNH MOCTABISIOTCS B OTOXKEHHOM COCTOSIHUU B BHJIE TOPS-
YeKaTaHbBIX, KOBAHBIX WM KaTMOPOBAHHBIX MPYTKOB Pa3IMYHOTO CEUCHUS W B BUJIC
TI0JIOC.
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Tabnuya 1.1

Mexal-mllecmle, (l)l/l3l/l‘-leCKI(le H pexymue cBoiicTBa HHCTPYMEHTAJBbHBIX MATEPHUAJIOB (cpem—me 3Ha'{eHI/lﬂ)

MexaHuyecKue CBoOiicTBa dusnyecKue cBoiicTBa Pe:xxymmue cBoiicTBa
Mpexen v OTHocUTEIbHAS
Mapka pet Aapias Termwro- BEJIMYMHA
I'pynna matepuasos TBepaocTh, ITPOTHOCTH, BSI3KOCTDb, | TemionpoBoaHOCTb, | [l10THOCTB, N
maTepuaia Hiem? Ha/ent? OCTE: | eroiikocts, CKOpPOCTH
HRA M/cM M-rpaj Kr/em>-10 co pesanus
m3rué | cxarue cTalb | 4yryH
VIHCTpYMEHTATBRA | /1) o 80 3140 | 3920 - 63 7.8 220 0,5 0,5
YIIEPOIUCTAs CTANIb
HCTpyMeRTaIbHas OXC 80 3140 | 3920 - 41,8 7.7 220 06 | 06
JIErMPOBaHHasl CTaJlb XBI'
beicrpopexymas P18 82 3620 | 3720 8,72 21 8,7 600 1,0 1,0
cTab
Bosbppamossie BKS8 87,5 1370 — 5,88 58,7 14,6 850 - 2,9
TBEp/Ibl€ CILIaBbI BK6 88,5 1240 4900 5,88 63 14,8 900 - 34
T T5K5 88,5 1174 - - 33,5 12,7 900 3,0 -
B?:;";IMOBW T14K8 89,5 1174 | 2940 2,94 29,3 11,7 900 3,5 -
0P T15K6 90 1126 3930 2,45 29,3 11,3 950 4,5 -
TBEP/bIE CILIABLI
T30K4 92 882 - - 21 9,6 1000 5,5 -
Mumnepanokepamuka | [[M-322 92 239;2_ 3430 0,784 16,7 3,9 1200 5,8 5,8
KHE Omsb0p 98 1500 H/A H/A H/1L 35 1200 8 8
TeKCaHUT 98 H/1 H/1I H/1I H/IT 33 900 8 8
CunreTieckuii AC 100 3500 | 2000 H/x B/ 3,5 800 - 6
anMas
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1.3. JlernpoBaHHble cTanu

TexHonmorndyeckue CBOCTBA MHCTPYMEHTAIBHBIX CTajlel (a Hapsdgy ¢ 3TUM B
paBHOW Mepe W ApYyrHe ee KadecTBa, B TOM YHCIIE: TEIJIOCTOMKOCTh, TBEPAOCTH H
BSI3KOCTH) TOBBIMIAIOTCS TIPH TOOABICHUH B MX COCTaB OHOTO MIJIM HECKOJIBKUX U3
CIITYFOIIMX JIEMEHTOB: XpOMa, MapraHiia, Boib(ppama, KpeMHHS 1 BaHAIHS.

WHcTpyMeHTanbHbIE CTall NP HAJWYHU B X COCTaBe OJHOTO MM HECKOJIb-
KUX W3 TIEPEUNCIICHHBIX 3JIEMEHTOB IOyYHIN Ha3BaHHE JIETHPOBAHHBIX MHCTPYMEH-
TanbHBIX cTanell. [locnennue ynmoTpeOasroTes: Uil M3TOTOBICHHUS PEXYIHX HHCTPY-
MEHTOB OOJIBIIIOTO CEYEeHHs, a Takke Ooyiee CIOXKHBIX MO (opMe, B YaCTHOCTH, W3
HHUX M3TOTABIMBAIOTCS: CBEPJIA, Pa3BEPTKH, (PE3bl, MPOTSHKKH, METIYHKH U KPYTIIbIE
IUTAIIKH, TPeJHAa3HAuYCHHBIE Ui 00paOOTKM HETBEPIBIX MaTEpPHAIOB (LBETHBIX Me-
TaJUIOB, MAaJIONPOYHBIX CTaJlel M YyTyHA).

XVMHYeCKH cocTaB Hambojee pacHpOCTPAaHEHHBIX JITUPOBAHHBIX HHCTPY-
MEHTAJIBHBIX CTaJel HpuBeleH B Tabmune 1.2, a OCHOBHBIE (DPU3UKO-MEXaHHUCCKHE
cBoiicTBa B Tabmuue 1.3.

Tabnuya 1.2
XHMHYECKHH COCTAaB HEKOTOPBIX MAPOK HHCTPYMEHTAJIbHBIX JIETHPOBAHHBIX cTaJjeil (%)
Mapka craau Yraepon Mapranen Kpemunii Xpom Boabgppam | Banagmii
9XD 0,85 0,45 0,25 0,50 - 0,20
9XC 0,90 0,45 1,40 1,10 - -
XBT' 1,00 0,90 0,25 0,85 1,40 —
9X5D 0,95 0,25 0,25 5,00 - 0,25
X6BD 1,10 0,25 0,25 6,20 1,30 0,55
3X2B8D 0,35 0,25 0,25 2,50 8,20 0,35
Tabnuya 1.3

HopMmbI TBepaocTH JIETHPOBAHHOH MHCTPYMEHTAJILHOI cTaIu

Mapia cramm Crajb nocjie 3aKajaku
Temneparypa (°C) u cpeaa 3aKkajku Teepaoctb, HRC (He MeHee)

850-880 — maco 60
oX® 820-840 — Bonma 60
9XC 840-860 — macno 62
XBI' 830-850 — maco 62
9X50 950-1000 — macmo 59
X6BD 1000 — macno 61
3X2B8D 1075-1125 — macio 46

B 3aBucuMoCTH OT Ha3HAYCHUS M CBOWCTB MHCTPYMCHTAJIbHBIC JICTHPOBAHHBIC
CTaJIH MOPA3CISIIOT Ha JABE TPYIIIIBL:
1) ctanm asis IpOU3BOACTBA PEKYIIETO M MEPUTEIHLHOTO HHCTPYMEHTA;
2) cTany aJis MTaMIIOBaHHOTO HHCTPYMEHTA.
Cranu nepBoi rpymibl ASNATCS Ha:
¢ HermyOokoit mpokanuBaemoct (7X®D, 11X, XB5, B1, ©);
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¢ rryOoxoit mpokanuBaemoctu (X, 9XC, XBI', 9XBI', 9X5BD).

Crasiu BTOpOIl rpynisl JensSTCs Ha CTaIu:

e mis nedhopmupoBaHus B XolomHOM coctosHuE (9X, X6BD, X12, XI12M,

X12M1);

o i neopmMupoBanus B ropsiueM cocrostaun (3X2B8D, 7X3, SXHM, SXHCB,
5XI'M);
e s ynapHoro uHcTpyMenTa (4XC, 4XB2C, 6XB2C, 6XBI).

JlernpoBaHHBIE cTanud 00JAJAIOT, IO CPABHEHUIO C YIJIEPOAUCTBHIMH, TOBBI-
HIEHHOW BSI3KOCTHIO B 3aKaJICHHOM COCTOSIHUHM, MEHbBILIEH CKIIOHHOCTBIO K Aedopma-
UM U TpEeIMHAaM NpHU 3aKaike. Pexxyiune cBoiicTBa IerupoBaHHON CTAIN IPUMEPHO
TaKue e, KaK U Y YIJIEPOAUCTBIX MHCTPYMEHTANbHBIX. OHU UMEIOT HU3KYIO TeIlIo-
croiikocTs (200-250°C). JlerupoBaHHbIE HHCTPYMEHTAIbHBIE CTAJIH HAXOIAT IIHUPO-
KOe MPUMEHEHHE JJISl U3TOTOBICHUS WHCTPYMEHTOB M TEXHOJOTHMUYECKOW OCHACTKH
(mpucriocobnenuit). 3 nerupoBaHHOM CTaId POU3BOIST KPYTJIbIE U JICHTOYHBIE TTH-
JbI, HOXKH JUIS XOJIOJHOM PE3KH METAIUIOB, IyaHCOHBI, KEPHBI, PE3Lbl U Qpe3bl s
00pabOTKK C HEOONBIIMMU CKOPOCTSIMH PE3aHHs TBEPIBIX METAJUIOB, CIIUPAIbHBIC
CBepJIa, METYHMKH, TUTAIIKH, Pa3BEPTKH, TPEOCHKH, MTPOTSIKKH.

1.4. BbicTpopexylme ctanu

BricTpopeskymieii cTanbio Ha3bIBaeTCsl CTalb, COAEPIKaIlas B CBOEM COCTaBE B
Ka4yecTBE JICTUPYIOIIUX 3JIEMEHTOB BOJb(pam, XpoM, BaHaIui, MonuOIeH, o0pasy-
IOIIUE TTOCIIe TEPMHUUYECKO 00paboTku ycToiunBeie KapOuasl. Kpome kapoumoobpa-
3YIOIIMX DJIEMEHTOB, B COCTAaB HEKOTOPBHIX MApOK OBICTPOPEKYIIUX CTaleld BXOIUT
TakkKe KoOasbT.

BricTpopexyiye cTaay HallIM OYeHb LIMPOKOE MPUMEHEHHE I M3TOTOBJIE-
HUS CaMbIX Pa3JIMYHBIX WHCTPYMEHTOB. JTO OOBSCHSETCS MX BBICOKOMH, IO CpaBHe-
HUIO C JIPYTMMH WHCTPYMEHTAJBHBIMH CTaJSIMH, TEIUIOCTOMKOCTBIO (600—650°C) n
BBICOKOW TBepAOCThI0 Tocie TepMoodpadboTkn (HRC 62-66), y HEKOTOPHIX HOBBIX
Mapok HRC 68-70. bricTpopexylue cTaiu UMEIOT CaMbIii BBICOKHI M3 BCEX HH-
CTPYMEHTAJIbHBIX MaTEepUaIoB MpeJiesl MPOYHOCTH Ha M3rub oy = 2800-3600 MIla u
CaMylo BBICOKYIO BSI3KOCTh. biaromaps 5TOMy OHHM YCHEITHO KOHKYPUPYIOT C TBEp-
JIBIMU CIUIaBaMH U AK€ MPEBOCXOAT UX B YCIOBUSX Pe3aHUsl C CUIbHBIMH TUHAMU-
YEeCKHMH Harpy3KaMH U ¢ OOJIBIIUMH CEUCHUSIMH CPe3a.

Mapku, XUMUYECKUH COCTaB M TEXHUYECKHE TPeOOBaHHS K OBICTPOPEKYIIUM
craism pernamentupoBanbl ['OCT 19265-73. XumMudeckuii cocTaB OCHOBHBIX MapoK
OBICTPOPEKYIIMX CTanel mpuBeaeH B Tadbmuue 1.4.

BbricTpopexyiue crtanu HOpMalbHOM Mpou3BoAUTENbHOCTH — P6M3, POMS,
P9, P12 u np. — pexoMeHayeTCs IPUMEHAThH B3aMeH ctaiu P18 mis 00paboTku KOH-
CTPYKIMOHHBIX YIJIEPOIAUCTHIX U JISTHPOBAHHBIX CTalieil TBeprocThio 10 250 HB, uy-
TYHOB M LBETHBIX MeTaiioB. [Ipu npaBmibHON TepMHuyecKoi 00paboTKe 3TUX OBbICT-
popexyux craner (63—65 HRC) onu o0ecrnieunBaoT OJMHAKOBYIO MPOU3BOIUTEIb-
HOCTB €O cTaibto P18.

BricTpopekyiue crtany noBblieHHOW npou3BoautenbHocTH — PIKS, POK10,
P6MSKS u np. — crefyeT MCHONb30BaTh Uil 00pabOTKH TPYyAHOOOpabaThIBaEMBIX
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MaTcpUualioB. PCKOMGHI[EIHI/II/I o NpUMCEHCHUIO 6LICTpOpC)Ky1[II/IX crajeu CBCJACHBI B

tabmuue 1.5 [7, 25, 57].

Tabnuya 1.4
XHMMHYECKHUI COCTAB HEKOTOPBIX MAPOK OBICTPOPEKYIIUX CTaJIel
Mapka Copepxxanue XUMHYECKHUX YJIEMEHTOB, %o
CTAJIH W Mo v Co C Cr
P6MS5S 6 5 1,7-2,1 - 0,80-0,88 3,0-3,5
P6MS5KS5S 6 5 1,7-2,2 5 0,82-0,90 3,843
P9 9 Jo 1,0 2,0-2,6 - 0,85-0,95 3,844
PI9KS5 9 Ho 1,0 2,2-2,6 5 0,90-1,00 3,844
P18 18 Jo 1,0 1,0-1,4 — 0,70-0,80 3,844
P18K5®2 18 Ho 1,0 2,0 5 0,85-0,95 3,844
Tabauya 1.5

PexoMeHIaINH 110 MPHMEHEHNIO GHICTPOPEKYIMX cTATEH

Buj uHCTpyMeHTa

PexoMenayeMble MapKH ObICTPOPEKYIIUX cTalei

Pe31pl npoxoHble, TOAPE3HBIE, PACTOY-
HbIE, aBTOMATHBIE

P6MS, P12, P9, P6M5KS, POM4KS (OI1688),
P9KS, P10K5®5, P10M4®3K10

PC3LII>I OTPE3HBIC KAHABOYHLIC

P6MS, P18, POMAK® (DI1688), P1OM4D3K10,
P12D2K8M3 (DI1657)

Pesnpl hacoHHbIE

P18, P9, P6MS5, POM4KS (311688), POM5KS,
P10K5®5, P1202K8M3 (B11657)

Caepiia criupaibHble U CTYIIEHUYaTbIe, 3€H-

KOBKH, ICKOBKHA

P12, P6MS5, P6MS5SKS, POKS, POM4KS (DI1688)

CaepJia IEHTPOBOYHBIE AUAMETPOM JI0

P18
5 MM BKJIIOYHTEJIBHO
CaepJa IEeHTPOBOYHBIE CBEIIIE 5 MM P6MS5
3eHKEDEL P9, P12, P6MS5, POKS, P6MS5SKS, POM4K8
cHKep (D11688)0n
P18, P12, P6MS5, PODS, POMSKS, P10KSDS,
PazBeptku

P9M4KS (DI1688)

MeTtunku quamerpom 10 M 16 BrITIOUH-
TEJILHO

P18, POM4KS8 (DI1688)

MeTtuuku quametrpom cBbime M16

P6MS, POKS5, P9K10, POM4KS (OI1688)

®pe3bl 0CTPO3aTOUHBIE BCEX THUIIOB

P18, P6OMS5, POMSKS

CDpesLI Q)aCOHHBIe 3aTblJIOBAHHBIC

P18, P6MS5, P18K5®, POK10

®pe3bl YepBsAUHbIE

P18, P12, P9K5, P9K19, P6M5, P6M5KS,
P9M4KS (DI1688)

Jonbsiku 3y6ope3HbIe

P18, P6MS5, POM5KS5, POKS, POM4KS (OI1688)

H_IaBepI)I JHUCKOBBIC

P18, P6M5KS5

[Iporsxku

P18, P6MS5, P6MS5KS5, POM4KS (D11688),
P12D2K8M3 (DI1657)

Ilo cremenn yxyameHus NDTH(GYEMOCTH OBICTPOPEXYIIHME CTaIM pacrojiara-
0Tcs B caepywoweM nopsake: P18, P6MS, P6MSKSMIIL, POMS®3MII, P6M5D3,

P6M4KS, POM5K10, POK10, PO®S.

14



Jns numdoBaHus U 3aTOYKH WHCTPYMEHTA M3 OBICTPOPEKYIUX CTalel peKo-
MEHJIyeTCsl CIIONIb30BaTh KPyru u3 Kyouueckoro Hutpuzaa 6opa — KHbB (s:1p00pa)
Mapku JIO, JIKB 3epuuctoctpio 10—16 Ha kepamudeckoii cBsizke. J[Jis1 BBICOKOTOYHO-
T0 UHCTPYMEHTa (TPOTSHKKH, Pa3BEPTKU U T. I1.) MPH NUIM(OBAHUU U TOBOIKE JICHTO-
yek pekoMeHayrorcsa kpyru u3 KHB 3epHucTOCTBIO 6—8 Ha OpraHndeckol CBA3KE.

B Ttabnunax 1.6-1.14 mpuBeneHbl peKOMEHAYEMbIE PEKUMBI pe3aHMsl U Teo-
METPUYECKUE TapaMeTpbl HHCTPYMEHTOB U3 OBICTPOPEKYIINX CTajeld MPUMEHUTEIb-
HO K JICBATH BUIaM 00paOOTKH:

e Tabnuna 1.6 — npu ToYeHUY;
tabmuna 1.7 — mpu TopiieBoM Qpe3epoBaHUH;
tabnuna 1.8 — npu Pppe3epoBaHnN KOHIEBBIMU (Ppe3amu;
tabmuua 1.9 — npu pabote AUCKOBBIMU (Ppe3amu;
tabnuna 1.10 — npu cBepieHuwy;
tabmmna 1.11 — npu 3eHKepoBaHUH;
tabnuna 1.12 — npu pe3pOoHape3aHny;
tabnvmna 1.13 — npu pa3BepTHIBaHUY;
tabnuua 1.14 — npu Hape3aHuHW 3yO0UaThIX KOJIEC YEPBSIUHBIMHU MOAYJIBbHBIMU
¢dpezamu.
Pexomennyemasi BeTMuMHa NEPEAHEr0 M 3aHETO YIJIOB Ul KOHKPETHOTO 00-
pabaTbIBaeMOro MaTepHualia 3aBUCUT OT BEJIMYUHBI MOJa4M. Tak, ¢ yBelIM4eHUEM IO~
Jla4yy TIepeTHUI yTroj ciaeayeT YBEeInInBaTh, a 3aJHUH yMeHbIIaTh Ha 1-3°.

Tabnuya 1.6
T'eoMeTpuyeckHe mapaMeTPbl Pe3l0B H PE:KUMbI pe3aHusI NPH TOYEeHHH
O0pabaTbiBaeMblii MaTepual I'eomeTpuyeckne napamMeTpsl Pexkumbl pezanus
rpyn- HAHMeHOBaHHe Y a | v ! | d v; Ser t, MM
na MM M/MHH | MM/00
28-48 ?8
Crans yriuepoaucras. o o 0,2— .
I Cranp nerupoBaHHas 15 0 22-42 0,8 5[(5)
19-42 Jo
Cranb KOppO3HOHHOCTONKAS 25-35 5,0
II - 10°
(HeprkaBero1as) BHICOKOXPO 0.1- | 0.5- | 12-15 Jo
MHUCTas 10— -3- 02 | 10 3,0
Cranb KOppo3HoHHOCTOlKas | 15° 0° ’ T 22-30
m - _
(HeprkaBeroIas) xKapocToi 1722 0,1 Jo
Kast 0,2 50
v Cranb xaponpouHas 10° 12-15
ayCTEeHHUTHas —5—
v CrutaB )kaponpoyHbIi 50 |50 0° 5-6 Jo
(nedopmupyemsiii) 34 3,0

Ipumeuanue. Marepuansl rpynmsl VI, VII u VIII He BkiroueHs! B Tabnuity, Tak Kak uX o0paboTka
pe3namu 13 ObICTPOPEXKYILEH CTanu He PeKOMEHLyeTcs.
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Tabnuya 1.7

I'eomeTpuyeckue mapameTpsl (ppe3 U pesKUMBbI pe3aHus NPU TOpLUeBOM ¢pe3epoBaHNHU

OOpadaTbiBaemblii MaTepual

I'eomeTpuyeckne napameTpsbl

Pesxumbl pezanus

rpyn- , v, Sz, t,
a HAaMMEHOBaHUe Y o (0} ¢ | BID wivi | MvafayG | mne
0,15-
25-30 ’
I Craip yriueponucras. 0,25
Cranb nerupoBaHHas 0,10-
>0-60 0,15 | 3—
0,15- | 5
CraJib KOppO3MOHHOCTOMKAS 20-25 O 25
II | (mepxkaBeromas) BEICOKOXpo- | 10— 150 0 1 :
1 50 o ) —
MHUCTas 25-35 0.15
Cranp KOppO3HOHHOCTOUKAS
III HEep KaBerolIas) )KapoCTon- 15-30
E(&Hp o 45— o | 05— 0,10-
15
Crasb %aponpodHas 60° 0.7 020 | 2-
v POTp 15-25 5
ayCTEHHUTHAs
CruiaB xKaponpOYHBIi 10- o 0,10-
v (meopmmpyeMmbIit) 150 | 19 7-16 0,20
CrutaB )kaponpoyHbIi 8- o 0,05-
Vi JIMTEHHBIN 10° 10 3-5 0,10
10- 0,10- 1-
12° 12-15 |
VII | CrnaB HA OCHOBE TUTaHA 12° 0,15 2
8- 10° 8-12 10,10~
VIII | Cranb BBICOKOTIPOYHAst 10° 6-8 |0.15

Ipumeuanus. 1. MeHbIINE CKOPOCTH pe3aHUsl CleAyeT BEIOMpaTh NpU OONBLIMX MOJa4dax U riryOu-
Hax. 2. Heo0X0IuMO MPUMEHSTh OXJIaXICHHE IMYIJIbCHEH.

Tabnuya 1.8

I'eomeTpnueckue mapameTpsl (ppe3 U pexKUMBI pe3aHUA
npu ¢pe3epoBaHUN KOHUEBLIMU (pe3amMu

Oo6pabaTpiBaeMblii Jua- | Yuciao I'eomeTpuueckne Pesk
MaTepua MeTp | 3y0beB napaMeTpbl CHUMBI pesanitst
rpyn- HaMMEHOBaHHE D, mm ¥ o ® v Sz, L B,
na M/MMH | MM/3y0 | MM | MM
16-20 42-50 060150_ Jlo
_ 50
35-40 0,15
Cranb yraepoau- 0,20
I crasl. 10: 150 | 350 | 48-50 0,05- | Ho
Crainb nerupo- 20-50 15 0,10 3
BaHHas 4045 0,15— To
0,20 80
33-40 062300_
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